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METHOD FOR CONTROL OF THE TRAVEL 
MOVEMENT OF AT LEAST ONE SERVICE 

UNIT AT A TEXTILE MACHINE 

BACKGROUND 

The present invention relates to a method for the control 
of the travel movement of at least one service unit at a textile 
machine, Whereby the at least one service unit services 
and/or controls an operating Zone With a plurality of pro 
cessing stations of the textile machine assigned to it. 

In a knoWn open-end spinning machine (DE 199 30 644 
A1), identical service units can be moved alongside a 
plurality of spinning stations along a guide rail of the 
open-end spinning machine. Each service unit is assigned an 
operating Zone in Which this service unit services the spin 
ning stations. The operating Zones may overlap in this case. 
If one of the service units stops operating and the service 
unit is pushed into an appertaining Waiting position, the 
operating or servicing Zone of the non-operative service unit 
is assigned to the other service units. When the service unit 
taken out of operation is again put into operation, the 
original operating Zones are again assigned. 

SUMMARY 

It is an object of the invention to provide a method for the 
control of the travel movement of at least one service unit, 
optimiZing the travel movement of one or more service 
units. Additional objects and advantages of the invention 
Will be set forth in part in the folloWing description, or may 
be obvious from the description, or may be learned through 
practice of the invention. 

With an embodiment of a method according to the 
invention, the travel movement of a ?rst service unit is 
controlled at a textile machine. The ?rst service unit is 
assigned an operating Zone on the textile machine in Which 
it services and/or controls a plurality of processing stations. 
By Way of a detection device on the textile machine, the 
current position of the service unit at the textile machine is 
continuously detected. In the case of continuously numbered 
processing stations, this position is eg the number of the 
processing station at Which the service unit is at the moment. 
Alternatively, the position is found by measuring or calcu 
lating a distance. If the detected position of the ?rst service 
unit lies outside its assigned operating Zone, the ?rst service 
unit is moved back to its assigned operating Zone. The 
service unit may be outside its assigned operating Zone if the 
operating Zones have been neWly determined and the posi 
tion of the service unit in the original displaced or extended 
operating Zone is no longer Within the present operating 
Zone, or else the service unit Was pushed out of its assigned 
operating Zone by an operator. Alternatively, the service unit 
may have been in a service position that is also outside the 
operating Zone. 
By returning the service unit into its assigned operating 

Zone, the service unit is prevented eg from continuing its 
already started travel aWay from its assigned operating Zone, 
Which could extend as far as a return point at the end of the 
textile machine, While the processing stations located Within 
its operating Zone are not being serviced during that time. 
Thereby, the operating efficiency of one or several service 
units is improved. Collisions or avoidance maneuvers by the 
service units having been assigned neW operating Zones are 
avoided, as such Would also be detrimental to operating 
ef?ciency. 

Service units are normally automats carrying out different 
tasks at the processing stations of the textile machine, i.e. 
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2 
cleaning robots or similar devices. Such operations are eg 
the cleaning of the operating stations, the re-starting of the 
operating station after a stoppage or the presentation of 
initial products, etc. In an open-end spinning machine for 
example, a piecing robot additionally exchanges bobbins 
When a bobbin is ?lled With spun yarn, or it pieces the yarn 
at the spinning station in case of yarn breakage. 
Thanks to the automatically controlled return of the 

service unit into its operating Zone, it is not necessary to 
push it manually into the operating Zone and to put it into 
operation therein. The control of the travel movement is 
carried out preferably by a control system of the service unit 
and/or of the textile machine. A hierarchical division of the 
travel path control by interaction betWeen the control system 
of the service unit and of the textile machine is broken doWn 
preferably in adaptation to the existing, hierarchical division 
of the control units. The control of the travel movement of 
a service unit is assumed for instance by its control system, 
Whereby the latter makes available data via the control 
system of the textile machine (central machine controls) 
concerning other service units, travel path limits or prede 
termined return points. Alternatively, the travel movement 
control is assumed by the control system of the textile 
machine, eg the central machine controls, so that only 
movement commands are transmitted from it to the control 
system of the service unit. 

To increase the operating ef?ciency of the service unit 
during its travel to its assigned operating Zone, the process 
ing stations requiring service or control that are serviced by 
the service unit on its Way to its assigned operating Zone. 
Especially When the approach distances to the operating 
Zone of the service unit are long, unproductive travel is 
thereby avoided. This is especially advantageous in the case 
of several service units, eg When all the operating Zones 
have been neWly de?ned, and When every service unit Would 
have to make an unproductive trip to its neW operating Zone 
Without servicing and/or controlling the processing stations 
on their Way thereto. 

If it is found that the service unit is outside its operating 
Zone and is furthermore being moved further aWay from it 
and/or if it is stopped on its return travel to its operating 
Zone, eg by an obstacle, the automatic travel mode of the 
service unit is interrupted or sWitched off. An interruption or 
disconnection also takes place eg When the service unit 
recogniZes in automatic travel mode on the one hand that it 
is outside its operating Zone, While hoWever another routine 
of the travel movement control indicates a travel direction 
leading aWay from the assigned operating Zone. The latter 
occurs eg when a detection device recogniZes an obstacle 
in the direction of the operating Zone and initiates a reversal 
of travel direction because of the obstacle or Would initiate 
such a reversal. As a result, the service unit (temporarily) no 
longer executes any autonomous travel movement. If for 
example an obstacle is present in the travel path of the 
service unit, preventing the service unit from reaching its 
assigned operating Zone, the service unit no longer bumps 
continuously against the obstacle as before thanks to the 
automatic travel movement control. An interruption of the 
automatic travel movement control is desirable also When an 
operator pushes the service unit, e.g. into a service position, 
Where the service unit is serviced or controlled. If the travel 
movement control is merely interrupted, it is possible, after 
a certain Waiting time, to undertake a reneWed attempt to 
return to the assigned operating Zone. When the travel 
movement control is sWitched off it is preferably resumed 
only When released by the operator. 

Simultaneously With or alternatively to the interruption or 
sWitching off of the automatic travel movement control, the 
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service and/or control mode is also interrupted or switched 
off. This prevents the service unit from carrying out servic 
ing or control functions in a position that is unde?ned for the 
automatic travel movement control. 

In an especially advantageous embodiment, the position 
of the service unit is transmitted or detected When the 
automatic travel movement control or the service and/or 
control functions of the service unit are sWitched off or 
interrupted. Thereby the actual position of the service unit is 
continuously updated for the control unit for the control of 
the travel movements, for example if the service unit is 
pushed by an operator alongside the textile machine. 
Thereby the service unit need not be re-initialiZed upon 
resumption of the automatic travel movement control, in that 
its current position at the textile machine must be deter 
mined through an initialiZation trip. The manual displace 
ment of the service unit, eg by an operator, can be realiZed 
either by manual pushing or by a travel control Whereby the 
operator e.g. continuously holds doWn a forWard or reverse 
travel key. While the key is held doWn the service unit is 
displaced into the Wanted direction by its oWn drive. Releas 
ing the key stops the service unit. 

If the ?rst service unit encounters eg a second service 
unit during its return to its operating Zone, a minimum 
distance betWeen the service units is maintained. For this 
purpose the data on the second service unit for example, is 
made available to the control unit to control the travel 
movement. This data of the second service unit preferably 
comprises the position, the speed, the operating status, etc. 
The data is transmitted eg via a communications system 
betWeen each service unit and the central machine controls. 
It is also possible to provide for the appropriate data to be 
exchanged directly among the service units. Such a data 
exchange can be effected eg through an optical communi 
cations connection among the service units. Alternatively, a 
distance detection unit can be used to recogniZe the presence 
of a second or additional service unit. 

In an embodiment of the method for the control of the 
travel movement of at least tWo service units at a textile 
machine, the siZe of the operating Zones of the (at least tWo) 
service units is determined as a function of the Workload 
and/or the Work ef?ciency of the service units. Thus, the siZe 
of the operating Zones is adapted dynamically to the capacity 
of each service unit individually, or the siZe of the operating 
Zones is determined as a function of the degree to Which the 
processing stations in the assigned operating Zones are in 
fact needy of service. The Workload of a service unit 
depends eg on the time required for servicing and/or 
controlling the processing stations. The Workload increases 
eg when an especially large number of processing stations 
in the operating Zone of the service unit require servicing. 
The Workload drops e. g. When not all the processing stations 
are in operation in the operating Zone of the service unit or 
When part of the processing stations cannot be serviced by 
the service unit. The Work ef?ciency of a service unit 
increases eg when the latter pieces successfully already for 
the ?rst time as it pieces aneW, in the case of an open-end 
spinning machine, While the Work efficiency is loW if the 
processing station can resume operation only after several 
piecing attempts. 

The Work ef?ciency or the Workload can also be de?ned 
separately for selected, special functions from the overall 
servicing and/or control program of the service unit. The 
Work ef?ciency and the Workload depend in part on each 
other. 

Through the adaptation of the siZe of the operating Zones, 
the Workload of the service units is equaliZed among them. 
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4 
The automatic travel movement control then takes place in 
the neWly assigned operating Zones so that the overall Work 
ef?ciency of all the service units at the textile machine is 
optimiZed. The determination of the operating Zones can be 
updated continuously. It is hoWever updated preferably at 
intervals, e.g. every 5 minutes, by calculating ?rst the mean 
values of the Work ef?ciency and of the Workload continu 
ously or for the elapsed time interval, so that unproductive 
travel of the service units folloWing neW determination of 
the service Zones can be avoided as much as possible. An 
adaptation of the operating Zones can take place at shorter 
intervals if considerable changes occur in Workload or Work 
ef?ciency, i.e. in case of a high time gradient, eg when 
many processing stations have stopped operation in a Zone 
because a service unit Was unable to enter this Zone because 
of an obstacle. 

If the operating Zones of the service units are alloWed to 
overlap so that part of the processing stations can be serviced 
by tWo or more service units, the siZe of this overlapping 
area is determined preferably as a function of the Workload 
and/or the Work ef?ciency of the service unit. The siZe can 
be determined eg as described above With regard to the 
operating Zone. 

In an especially advantageous embodiment, an operating 
Zone related to a particular function is determined for 
different functions of the service units. If for instance only 
one of the service units at an open-end spinning machine is 
able to replace a bobbin or apply the ?ber sliver, all the 
processing stations are assigned to the operating Zone of that 
service unit for this special function. Or if the piecing 
function folloWing a bobbin replacement is omitted by one 
piecing robot of an open-end spinning machine because the 
piecing robot no longer has any reserve of piecing yarn, one 
or several adjoining service units take over the servicing task 
for this special function. The piecing robot carries out all 
other functions Without piecing yarn Without change, e. g. the 
piecing folloWing a yam breakage Where no bobbin replace 
ment has occurred. Also, an individual processing station of 
the textile machine may not be serviced or not be serviced 
ef?ciently by a ?rst service unit in Whose operating Zone the 
processing station is located. In that case the controls no 
longer bring the ?rst service unit to that processing station, 
but the processing station is assigned to another service unit 
Which enters the operating Zone of the ?rst service unit if 
necessary and services this particular processing station. 

If a ?rst service unit is prevented from completely ser 
vicing its operating Zone, eg because an obstacle such as an 
operator impedes its travel to the processing stations, 
another service unit can travel eg from the other direction 
to the processing stations that are not accessible to the ?rst 
service unit. 

The embodiments of the invention are explained in further 
detail through draWings. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 shoWs a schematic top vieW of a rotor spinning 
machine With tWo piecing robots per spinning machine side, 

FIG. 2 is a schematic side vieW of tWo piecing robots 
traveling on a common guide rail, 

FIG. 3 is a lateral vieW in perspective of tWo piecing 
robots With laterally located detection devices, 

FIG. 4a schematically shoWs the division of Work Zones 
betWeen tWo piecing robots and 

FIG. 4b schematically shoWs the division of Work Zones 
With an overlapping-Zone. 
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DESCRIPTION 

Reference Will noW be made in detail to one or more 
embodiments of the invention illustrated in the ?gures, such 
embodiments being presented by Way of explanation of the 
invention, and not as a limitation of the invention. 

FIG. 1 shoWs schematically a top vieW of a rotor-spinning 
machine 10 With tWo piecing robots 14a—d per spinning 
machine side. Aplurality of spinning stations 13 are installed 
on both sides of the rotor-spinning machine 10 betWeen an 
end frame 11 and a drive frame 12 of the rotor-spinning 
machine 10. A bobbin-feeding device 18 is mounted to the 
end frame 11 to feed empty bobbins to the end frame for 
distribution along the spinning stations 13. The drive aggre 
gates of the common drive of the spinning stations 13 are 
located in a knoWn manner in the drive frame 12. In reality 
a greater number of spinning stations 13 than What is shoWn 
is located betWeen the frames 11, 12, as indicated by the 
interruption lines. 

The piecing robots 14a—d described in further detail in the 
folloWing embodiments serve to piece the yarn, to replace 
bobbins, to clean the spinning stations 13 etc., as is generally 
knoWn. 

Parallel With the spinning stations 13, a guide rail 15, 16 
extends on either side of the rotor-spinning machine 10. On 
the guide rail 15, 16 the piecing robots 14a—d are mounted 
on carriages capable of traveling in a knoWn manner. The 
tWo guide rail 15, 16 are connected to each other around the 
drive frame 12 by a round curve 17 so that the piecing robot 
14a or 14c can be moved at the round curve 17, each to the 
other side. The supply of the piecing robots 14 is ensured in 
a knoWn manner by means of drag chains that are not shoWn 
here, running parallel to the spinning stations 13. The supply 
lines for the piecing robots 14 such as poWer supply, a 
compressed-air channel, control lines, a negative-pressure 
channel for suction etc., are located in the drag chains. 

FIG. 2 shoWs a schematic side vieW of the piecing robots 
14a, 14b. In the piecing robots 14a, 14b the control units 
20a, 20b are respectively installed, and these are connected 
via communications connections 21a, 21b to a central 
machine control system or spinning machine control system 
22 of the rotor-spinning machine 10. The communications 
connections 21a, 21b can be data circuits extending together 
With the supply lines in the drag chain. 

In the upper area of each of the piecing robots 14a, 14b, 
a sWitching unit 23 is located in Which a sWitching hoop 24 
is pivotally mounted. The sWitching hoop 24 protrudes 
laterally from the piecing robots and extends in the loWer 
area over the Width of the piecing robot. The sWitching hoop 
24 is able to sWivel toWards the piecing robot. The sWitching 
hoops 24 are used to detect a lateral obstacle, such as eg an 
operator 26 of the rotor-spinning machine 10, as sketched in 
FIG. 2. By slight sWiveling in of the sWitching hoop 24, a 
sWitching contact is triggered in the sWitching unit 23 and 
the piecing robot 14a, 14b is braked. Furthermore, addi 
tional sWitching steps are provided for further sWiveling in 
of the sWitching hoop 24 beyond the ?rst contact point. In 
this case, When the sWitching hoop 24 sWivels in further, a 
second sWitching contact is actuated to cause a greater 
deceleration of the spinning robot. Finally, When the sWitch 
ing hoop is sWiveled in completely, a third sWitching contact 
is actuated to cause the spinning robot to stop abruptly. In 
addition an emergency button 25 Which also causes the 
abrupt stopping of the piecing robot When meeting With an 
obstacle or upon actuation by an operator 26 is provided 
laterally on each piecing robot. 

The absolute positions of the piecing robots (see beloW) 
determined in the control unit 20a, 20b or the spinning 
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6 
machine control system 22 are exchanged, so that the 
relative distance betWeen tWo piecing robots can be calcu 
lated through the absolute position information. This results 
in an ascertainment of the distance to another piecing robot 
Which also represents an obstacle on the travel path because 
of the common travel path along the guide rail 15, 16, 17. In 
the same manner, the distance betWeen a piecing robot 
14a—d and an obstacle such as eg the bobbin-feeding 
device 18 is calculated. 

FIG. 3 shoWs a schematic side vieW in perspective of the 
piecing robots 14a, 14b. Next to each other on the lateral 
surfaces of the piecing robots 14a, 14b, a transmission unit 
40, a re?ector 41 and a receiving unit 42 are installed. The 
transmission unit 40 emits a light signal that is inclined 
relative to the vertical of the lateral surface. At a predeter 
mined distance betWeen the piecing robots 14a, 14b, the ray 
emitted by the transmission unit 40 and bundled in room 
direction meets the re?ector 41 of the opposite piecing robot. 
From there the light ray is re?ected back at the angle of 
incidence to the emitting piecing robot 14b. There the light 
ray meets the receiving unit 42. As a result, the receiving 
unit 42 only detects the signal emitted by the transmission 
unit 40 When a predetermined distance is kept betWeen the 
piecing robots 14a, 14b. To avoid any in?uence on the 
receiving unit 42 by a signal coming from the opposite 
transmission units 40, the detection of the signals is depen 
dent upon Wavelengths, Whereby a different transmission/ 
receiving frequency is used for each side of the piecing robot 
14a—d. Alternatively, the signals are modulated differently, 
depending on the side of the piecing robot, so that the 
receiving unit 42 detects only the signal emitted by the 
corresponding transmission unit 40 on the same side. 
With this arrangement, the piecing robot 14b can also 

determine the position of the piecing robot 14a and vice 
versa. The determination of position can also be used so that 
a robot can inform the control unit 20a, 20 and/or 22 of the 
position of a robot out of operation (see beloW). If for 
instance the spinning machine control system 22 does not 
knoW the position of the piecing robot 14a, it can cause the 
piecing robot 14b to ?nd that position. With this position 
information, the travel movement control of the piecing 
robot 14a can be resumed. 

In a collision avoidance control mode, the distance deter 
mination process records an obstacle and the distance to the 
obstacle. By interrogating the data in the control units 20a, 
20b, 22 on end points of the travel path (e.g. bobbin feeding 
device 18) and the position of the other piecing robots 
14a—d, it is determined that the obstacle is an unforeseen 
one, eg an operator 26. If this obstacle is located Within the 
range of the spinning stations 13, it is assumed that the 
obstacle is an operator 26. In order to avoid interference With 
the operator 26 by the approaching piecing robot 14a—a', the 
piecing robot is moved only to Within a predetermined 
distance from the obstacle. The distance is here determined 
to be such that the operator 26 does not feel croWded by the 
piecing robot and is able to perform his service tasks 
unimpeded. 

The described detection devices for the avoidance of 
collisions can be provided in any desired combination With 
each other, eg a distance detection sensor 40, 41, 42 as in 
FIG. 3, With a sWitching hoop 24 and a emergency stop 
sWitch button 25 as in FIG. 2, etc. By combining tWo or 
more detection devices per travel direction, the reliability of 
obstacle detection is heightened. Here the determination of 
position and distance betWeen a piecing robot 14a—d and an 
obstacle by means of one of the control units 20a, 20b, 22 
or the interaction of the control units of a collision avoidance 
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system is used for the obstacles “knoWn” to the spinning 
machine. Here suitable measures can be for soft braking of 
the piecing robot in front of the obstacle and/or the con 
trolled approach of the robot to the obstacle can be initiated. 
The detection devices 23, 24; 25; 40, 41, 42 described above 
Which detect an obstacle With or Without contact, serve 
primarily to recognize “unforeseen” obstacles and intervene 
even if defects occur in the determination of obstacles by 
means of the control units 20a, 20b, 22. 

The control unit 20a, 20b of the piecing robot 14a—d 
and/or of the spinning machine control system 22 controls 
the braking, stopping, temporary servicing after stopping 
and/or reversal of the direction of travel of a piecing robot 
14a—d as a function of the type of the signal received by the 
detection system. 
When a piecing robot has been stopped because of an 

obstacle, it can reverse its direction of travel immediately 
after stopping in order to service the spinning stations 13 that 
are not in the area of the obstacle. The piecing robot can 
hoWever also Wait in this position for a predetermined time 
after stopping, in case that the obstacle is removed Within a 
predetermined Waiting time before reversing its direction of 
travel. Thereby a lack of servicing for a longer period of time 
of the spinning stations 13 in the piecing robot’s direction of 
travel before braking is avoided. As a result of the reversal 
of travel direction, the service unit no longer checks the 
spinning stations in the original direction of travel, but noW 
those Which are in the oposite direction of travel. 

Especially in case that position data concerning other 
piecing robots 14a—d and/or reversal points, as Well as end 
points in the travel path of a piecing robot, are made 
available through the control units 21a, 21b, 22, the reaction 
to an obstacle can be controlled as a function of the obstacle 
itself. Thus for eXample, end points can be approached 
Without observing the minimum distance indicated for an 
obstacle. In FIG. 1, the piecing robot 14 can be brought e.g. 
into immediate proXimity of the bobbin feeding device 18, 
even though a signal of a distance sensor signals an obstacle. 
In the case of a predetermined reversal point, the travel path 
of a robot is established by a position determined at Will 
along the guide rail 15, 16, Whereby the reversal point is not 
a physical end of the travel path. Such an end point can be 
freely de?ned and determined by one of the control units 
20a, 20b or 22 or by an operator according to appropriate 
programming. 

If an obstacle is detected Within an approach distance to 
another piecing robot and it is recogniZed through data 
comparison that this is another piecing robot, then a prede 
termined minimum distance that may be greater than the 
safety distance to some other obstacle is observed. This 
ensures that tWo piecing robots, Whereby one of them may 
be servicing a spinning station 13, do not interfere With each 
other. The minimum distance could be eg a section Width 
of ten spinning stations 13. 

If the servicing function fails in one of the piecing robots 
14a—a', so that it is no longer available for service at a 
piecing station 13, the piecing robot is moved into its 
starting position (for initialiZation, see beloW) or into a 
Waiting position. If one is not available, or if another piecing 
robot must pass that position, an avoidance function of the 
deactivated piecing robot is actuated. In that case, the 
deactivated piecing robot avoids an approaching piecing 
robot or an obstacle operator thanks to the distance 
recognition, While observing a minimum distance. The mini 
mum distance may be eg a section Width of 10 spinning 
stations, and this is cancelled if the defective piecing robot 
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8 
is unable to move any further in avoidance direction because 
of another obstacle, eg the bobbin feeding device 18. 
The current position of the piecing robots 14a, 14b is 

constantly monitored or calculated by the control units 20a, 
20b or the spinning machine control system 22. This takes 
place either through an initialiZation of the position of the 
piecing robot in its starting position, Whereby a position 
counter is set up along the guide rails 15, 16, 17 at a 
predetermined position, and the position is then calculated 
on the basis of the distance of the travel path covered. 
Alternatively, position markings are placed along the guide 
rails 15, 16, 17, so that the current position is detected by a 
detection device (not shoWn) in the piecing robot 14a—a' 
concerned. Instead of measuring the covered travel path or 
the relative position of a piecing robot taken out of 
operation, it is also possible for an operator to enter the 
position of the piecing robot taken out of operation into the 
control unit. It is hoWever also possible to provide sensors 
along the travel path to detect the piecing robot and to 
inform the control units 20a, 20b, 22 (eg the central 
machine control system) of the position of the piecing robot. 
The initialiZation can take place in one starting position or 

several starting position that can be selected at Will. The 
determination of positions can also be effected through a 
combination of initialiZation, determination of travel path, 
and position comparison at the position markings. In this 
case, a position counter at the predetermined starting posi 
tion is set back after initialiZation and the distance covered 
is determined from that location. The latter takes place based 
on the detection of position markings along the guide rails 
or else a calculated value of the current position is compared 
With the detected position. As a rule, the position markings 
are relative markings, so that the service unit detects only a 
covered distance based on the relative position marking. The 
position markings may hoWever also be absolute markings, 
so that the service unit is able to detect the absolute position 
at the teXtile machine at every marking. In the latter case any 
position marking can be traveled to for initialiZation. 

If the determination of the position of a piecing robot 
14a—d by the control unit 20a, 20b, 22 fails, the piecing 
robot maintains its position until the initialiZation in the 
starting position as described above is again carried out and 
a determination of position is again ensured. 

In addition, as shoWn in FIG. 3, an input device 45 is 
provided at the front of each piecing robot 14b, 14a. By 
actuating the left/right keys of the input device 45, an 
operator can move the piecing robot manually. As soon as 
the left or right key is depressed, the automatic travel 
movement control by a control device is terminated and the 
piecing robot 14a, 14b travels in the direction indicated by 
the arroW for as long as an operator 26 depresses the keys. 
Thereby the piecing robot can be moved e.g. into a service 
position 11, 12 (FIG. 4a) or can be moved out of a Zone of 
spinning stations, eg when spinning stations must be ser 
viced manually by the operator. By depressing the middle 
key of the input device 45, the automatic travel movement 
control mode is resumed. In this case the travel movements 
are again controlled by the control units 20a, 20b, 22. The 
automatic travel movement control can be actuated by the 
operator by means of the middle key of the input device 45 
also When eg the control program has interrupted or 
terminated the travel movement control. Thanks to the 
manual travel direction keys, the operator need not move a 
piecing robot 14a, 14b by hand, ie by expending force. 

FIG. 4a schematically shoWs the division of operating 
Zones in the rotor-spinning machine 10 among the tWo 
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piecing robots 14a, 14b. The spinning stations 13 alongside 
the guide rail 15 are serviced completely by the tWo piecing 
robots 14a, 14b. Outside the spinning stations 13, tWo 
service positions 11 and 12 are provided on the guide rail 15 
on the left and on the right. A piecing robot requiring 
maintenance is moved to the proper service position for 
maintenance or repair. In this case the piecing robot 14b is 
preferably moved into service position 11 and the piecing 
robot 14a into piecing position 12. When a piecing robot has 
been brought into its service position, the entire area of the 
spinning stations 13 is accessible to the other piecing robot. 
The piecing robot that is not being serviced can therefore 
completely take over the servicing of the spinning stations 
13 along the guide rail 15. 
As indicated by the upper arroWs A,B, the piecing robot 

14b services the operating Zone B and the piecing robot 14a 
services the operating Zone A in the original division. For a 
total number of eg 300 spinning stations per machine side, 
the piecing robot 14b services an operating Zone B of 100 
spinning stations, for example spinning station No. 1 to 
spinning station No. 100. The piecing robot 14a services an 
operating Zone of 200 spinning stations With the numbers 
101 to 300. 

As shoWn in FIG. 4a, the piecing robot 14a is prevented 
by the operator 26 from traveling into Zone of spinning 
stations 13 to the right of the operator 26. If the piecing robot 
14a is prevented for a longer period of time from servicing 
the spinning stations to the right of the operator 26, the need 
for service of the spinning station accumulates there. The 
longer the interruption of travel lasts, the more spinning 
stations signal a need for servicing, eg for reason of a yarn 
breakage. When the operator 26 has moved aWay from the 
travel Zone the Workload of the piecing robot 14a increases 
considerably and Will reach 100%. On the other hand the 
piecing robot 14b Was able to service unhindered the spin 
ning stations 13 in its operating Zone B so that its Workload 
may only be 30%. If the division into the original operating 
Zones A,B Were to be maintained, the piecing robot 14a 
Would require some time until all the spinning stations 13 
Would be operative once more. HoWever, in order to achieve 
a more even Workload of the piecing robots 14a, 14b, the 
operating Zones are established aneW. In the neW division of 
the operating Zones the current Workloads of the piecing 
robots 14a, 14b are taken into account. As an example, the 
average Workload of the piecing robot 14b is 30% for the last 
3 minutes, and that of the piecing robot 14a is 100%. The 
siZe of the neW operating Zone A‘ of the piecing robot 14a 
is then calculated as folloWs: 

The neW siZe of the operating Zone B‘ of the piecing robot 
14b is calculated as folloWs: 

Thereby the neW operating Zone A‘ Would cover 45 
spinning stations and the neW operating Zone B‘ 255 spin 
ning stations. 

The neW division is given here only as an eXample. The 
calculation for the determination of the neW siZes of the 
operating Zones can be made by other means. For eXample, 
the number of spinning stations having actually signaled that 
they require servicing can be taken into consideration and 
the neW operating Zones A‘, B‘ can be divided so that both 
piecing robots 14a, 14b Will have an equal number of 
spinning stations to service in their neW Zones. 

The neW operating Zones can be adapted e.g. every 3 
minutes or be triggered only When eg the Work loads of the 
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piecing robots 14a, 14b diverge by more than 20% from 
each other, or When the number of the spinning stations 
actually requiring servicing Within the operating ranges 
diverge from each other eg by more than 10 spinning 
stations requiring servicing per piecing robot. 

FIG. 4b shoWs the case of originally overlapping operat 
ing Zones C, D of the piecing robots 14a, 14b. The operating 
Zones C, D have an overlapping Zone CD in Which the 
spinning stations 13 can be serviced either by the piecing 
robot 14a or by the piecing robot 14b. This has the advan 
tage that the piecing robot 14b for eXample need not enter 
the overlapping Zone CD from the outermost left end of its 
operating Zone B When the piecing robot 14a is already at 
the outermost left end of its operating Zone C. A spinning 
station 13 requiring servicing is then serviced in the over 
lapping Zone CD by that piecing robot 14a, 14b Which has 
the shorter approaching distance. As a result, the time until 
restarting the spinning station 13 is shorter and the produc 
tivity of the rotor-spinning machine 10 is increased overall. 

If the Workload of the piecing robots changes here also, as 
Was described for eXample in the case of FIG. 4a, due to 
temporary blocking of the piecing robot 14a by the operator 
26, then here too neW operating Zones C‘, D‘ are de?ned. In 
this case, there is no overlapping Zone because the piecing 
robot 14a has a high Workload in its neW Zone C‘. Since the 
density of piecing stations requiring servicing is very high in 
the neW operating Zone C‘, an overlapping of the operating 
Zones betWeen C‘ and D‘ Would lead to a mutual interference 
of the piecing robots 14a, 14b With each other, so that the 
latter Would alternately Wait for the other service unit 14a to 
liberate a spinning station in need of service. This involves 
the danger of reducing the efficiency of the servicing system 
overall, so that in this case a sharp separation of the 
operating Zones is to be preferred. 
As shoWn in FIG. 4a, the piecing robot 14a is located 

outside the operating Zone A‘ assigned to it folloWing the 
neW de?nition of the operating Zones. The controls then 
cause the piecing robot 14a to be moved into the operating 
Zone A‘. If the operator 26 is still engaged in manual 
maintenance Work at the piecing stations during this travel 
to the operating Zone A‘, a detection device, eg the sWitch 
ing hoop 24 With the sWitching unit 23 detects the operator 
26. The automatic control of the travel movement of the 
piecing robot 14a is then interrupted, eg if a travel move 
ment to the right has led to the detection of the obstacle 26 
after three travel attempts. Alternatively, the operator pushes 
the piecing robot 14a manually (see above) to the left. In that 
case the travel movement control of the piecing robot 14a is 
also interrupted. During the displacement of the piecing 
robot 14a by the operator 26, a sensor of the piecing robot 
14a records the distance covered, so that a neW initialiZation 
is not necessary When the piecing robot is put back into 
operation (see above). Once the operator 26 has released the 
automatic travel, eg by actuating the middle key of the 
input device 45, the piecing robot 14a continues its travel 
into the A‘. 

If the travel of the piecing robot 14a is interrupted for a 
longer period of time, eg longer than 3 to 5 minutes, a neW 
distribution of the operating Zones can be made in the sense 
that the piecing robot 14a shares a smaller spinning station 
Zone jointly With the piecing robot 14b While the operating 
Zone of the piecing robot 14c is eXtended and takes over part 
of the spinning stations 13 alongside the guide rail 15 in 
addition to a portion of the spinning stations 13 alongside the 
guide rail 16. In order to service the neW operating Zone of 
the piecing robot 14c, latter travels around the round curve 
17 so that the piecing robot 14c services portions of both 
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sides of the rotor-spinning machine 10. Since the ef?ciency 
of the piecing robot 14c is lowered by the travel around the 
round curve 17, its Zone of spinning stations 13 alongside 
guide rail 13 is reduced While the operating Zone of the 
piecing robot 14d is enlarged in proportion. 

It should be apparent to those skilled in the art that various 
modi?cations and variations can be made to the embodi 
ments described above Without departing from the scope and 
spirit of the invention. It is intended that the invention 
include such modi?cations and variations as come Within the 
appended claims and their equivalents. 
What is claimed is: 
1. Aprocess for controlling travel movement of a service 

unit at a rotor spinning machine, comprising: 

assigning an operating Zone to the service unit, the 
operating Zone having a plurality of processing stations 
serviced by the service unit; 

monitoring and detecting the position of the service unit 
relative to the spinning machine; and 

moving the service unit back to its assigned operating 
Zone upon detection that the service unit is beyond its 
respective assigned operating Zone by automatically 
reversing the travel movement of the service unit, if the 
service unit is moving in a direction aWay from its 
assigned operating Zone. 

2. The process as in claim 1, Wherein at least a second 
service unit is also controlled, and further comprising detect 
ing the position of the ?rst and second service units and 
maintaining a minimum distance betWeen the servicing units 
based upon the detected positions. 

3. The process as in claim 1, Wherein the position detec 
tion of the service unit and movement back to its operating 
Zone is an automatic movement control process, and further 
comprising interrupting the automatic movement control 
process upon any one of a) the service unit moving further 
aWay from its assigned operating Zone; b) the service unit is 
taken out of its assigned operating Zone; or c) the service 
unit is stopped. 

4. The process as in claim 3, further comprising continu 
ing to detect the position of the service unit When the 
automatic movement control process is interrupted. 

5. The process as in claim 1, Wherein service functions of 
the service unit are controlled by an automatic control mode 
process, and further comprising interrupting the automatic 
control mode process upon any one of a) the service unit 
moving further aWay from its assigned operating Zone; b) 
the service unit is taken out of its assigned operating Zone; 
or c) the service unit is stopped. 

6. The process as in claim 5, further comprising continu 
ing to detect the position of the service unit When the 
automatic control mode process is interrupted. 

7. Aprocess for controlling travel movement of a service 
unit at a rotor spinning machine, comprising: 

assigning an operating Zone to the service unit, the 
operating Zone having a plurality of processing stations 
serviced by the service unit; 

monitoring and detecting the position of the service unit 
relative to the spinning machine; 

moving the service unit back to its assigned operating 
Zone upon detection that the service unit is beyond its 
respective assigned operating Zone; and 

servicing processing stations With the service unit that are 
disposed along a path of travel of the service unit back 
to its assigned operating Zone. 
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8. A process for controlling the travel movement of at 

least tWo service units at a rotor spinning machine, com 
prising: 

assigning a separate operating Zone to each of the service 
units, the operating Zone having a plurality of process 
ing stations serviced by the respective service unit; and 

de?ning the siZe of the respective operating Zones for 
each of the service units as a function of Workload or 
Work ef?ciency of the service units. 

9. The process as in claim 8, further comprising moni 
toring the Workloads and ef?ciencies of the service units, 
and rede?ning the respective operating Zones as a function 
of changed Workloads or efficiencies. 

10. The process as in claim 8, Wherein the respective 
operating Zones overlap, the siZe of the overlap de?ned as a 
function of Workloads or efficiencies of the service units. 

11. The process as in claim 8, Wherein the siZe of the 
respective operating Zones are empirically calculated. 

12. The process as in claim 8, Wherein the operating Zone 
of at least one service unit is de?ned as a function of the type 
of service to be performed by the service unit at the 
processing stations. 

13. The process as in claim 8, further comprising con 
trolling movement of the service units to their assigned 
operating Zones by detecting the position of the service units 
relative to the spinning machine, and moving the service 
units to their assigned operating Zone upon detection that a 
service unit is beyond its respective assigned operating Zone. 

14. A process for controlling the travel movement of at 
least tWo service units at a rotor spinning machine, com 
prising: 

assigning an operating Zone to each of the service units, 
the operating Zone having a plurality of processing 
stations serviced by the respective service unit; 

de?ning the siZe of the respective operating Zones as a 
function of Workload or Work ef?ciency of the servic 
ing units; and 

Wherein the siZe Na of the operating Zone for the ?rst 
service unit and the siZe Nb of the operating Zone for 
the second service unit are empirically calculated as 
folloWs: 

a=Workload of the ?rst servicing unit 
b=Workload of the second servicing unit 
N=total number of processing stations to be serviced by 

the tWo service units. 
15. A process for controlling the travel movement of at 

least tWo service units at a rotor spinning machine, com 
prising: 

assigning an operating Zone to each of the service units, 
the operating Zone having a plurality of processing 
stations serviced by the respective service unit; 

de?ning the siZe of the respective operating Zones as a 
function of Workload or Work ef?ciency of the servic 
ing units; and 

adding to an operating Zone for a ?rst service unit a 
portion of an operating Zone of a second servicing unit 
that cannot be serviced by the second servicing unit. 

16. A teXtile machine having a plurality of spinning 
processing stations and at least one traveling service unit for 
servicing said processing stations, and further comprising: 

a detection system operatively con?gured betWeen said 
service unit and said processing stations that detects a 
position of said service unit as it travels alongside of 
said processing stations; 
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a control system con?gured With said service unit, said 
control system automatically controlling movement of 
said service unit by a process Wherein: 

an operating Zone is assigned to the service unit, said 
operating Zone having a plurality of said processing 
stations serviced by said service unit; 

position of said service unit relative to said processing 
stations is monitored and detected; and 

said service unit is moved to its assigned operating 
Zone upon detection that said service unit is beyond 
its respective assigned operating Zone by automati 
cally reversing the travel movement of said service 
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unit, if said service is moving in a direction aWay 15 
from its assigned operating Zone. 

14 
17. A teXtile machine having a plurality of spinning 

processing stations and at least tWo traveling service units 
for servicing said processing stations, and further compris 
ing: 

a control system con?gured With said service units, said 
control system automatically controlling movement of 
said service units by a process Wherein: 

a separate operating Zone is assigned to each of said 
service units, said operating Zone having a plurality of 
said processing stations serviced by said respective 
service unit; and 

the siZe of said respective operating Zones for each of said 
service units is de?ned as a function of Workload or 
Work ef?ciency of said service units. 


